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TRANSPARENT ADHESIVE SHEET AND
IMAGE DISPLAY DEVICE

The present invention relates to a transparent adhesive
sheet. Specifically, the present invention relates to a transpar-
ent adhesive sheet that can be suitably used in bonding trans-
parent panels such as a protective panel and a touch panel to
an image display panel in a plane type image display device
such as a mobile terminal, PDA, a game machine, TV, atouch
panel, a pen tablet and the like using an image display panel
such as LCD, PDP or EL.

BACKGROUND OF THE INVENTION

A plane type image display device is applied to various
fields such as a TV, a personal computer, a cellular phone
(mobile) and the like, and is rapidly expanding in the market.
In such plane type image display devices, a protective panel
may be disposed on a display panel or a touch panel to prevent
the display panel or the touch panel from being damaged.
Conventionally, an image display panel and a protective panel
were laminated with a space disposed between them,
whereby to enhance shock-absorbing characteristics, and
thus to prevent scratch or crack of the image display panel.
However, it has a problem in that reflection occurs in the
interface of the protective panel and the space, leading to a
decrease in image visibility, particularly in outdoor image
visibility. Furthermore, it also has a problem in that it is
difficult to realize a thin body due to disposition of the space.

As a method of improving both thinning and visibility, a
method has been suggested, in which an image display panel
and a protective panel are directly laminated via a transparent
adhesive agent or adhesive sheet (see those described below).

For example, Patent Reference 1 discloses an adhesive
sheet that has a first pressure-sensitive adhesive layer, second
pressure-sensitive adhesive layers formed on the two surfaces
of'the first pressure-sensitive adhesive layer, and release films
adhering to adhesive surfaces of the two pressure-sensitive
adhesive layers, in which the first pressure-sensitive adhesive
layer is formed with use of a pressure-sensitive adhesive
agent having viscoelastic characteristics such as of 5x10° to
5x10° Pa of a storage modulus G'(1 Hz) at 20° C. measure-
ment temperature and 1 Hz frequency, and 5x10" to 5x10° Pa
of a storage modulus G'(10~7 Hz) at 20° C. standard tempera-
ture and 10”7 Hz frequency, and the second pressure-sensitive
adhesive layer is formed with use of a pressure-sensitive
adhesive agent having viscoelastic characteristics such as
1x10* to 5x10° Pa of a storage modulus G'(1 Hz) at 20° C.
measurement temperature, and 1x10%to 1x10° Pa of a storage
modulus G'(107 Hz) at 20° C. standard temperature, which is
an adhesive sheet that does not require temporary bond by
heating or high temperature and high pressure treatment with
an autoclave, and can bond glass plates at room temperature.

Furthermore, Patent Reference 2 discloses a method of
forming, before ultraviolet cross-linking, an adhesive layer
having a low cohesion force (5x10° to 5x10° Pa of a storage
modulus G' at 20° C. measurement temperature and 1 Hz
frequency, and 5x10" to 5x10° Pa of a storage modulus G' at
20° C. standard temperature and 10~ Hz frequency), which
includes bringing panels into intimate contact with each other
via the adhesive layer without generating residual air bubbles
therebetween; and irradiating ultraviolet rays (UV) after the
intimate contact onto the surface of the protective panel to
cure the protective panel so that the protective panel has
viscoelastic characteristics of 1x10* to 1x10° Pa of a storage
modulus G' at 20° C. measurement temperature and 1 Hz
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2

frequency, and 1x10* Pa or more of a storage modulus G' at
20° C. standard temperature and 10~7 Hz frequency.

Furthermore, Patent Reference 3 discloses a constitution in
which two kinds of adhesive layers having different cohesion
forces are disposed on both sides of a gas barrier base mate-
rial, in which panels are brought into intimate contact with
each other without generating residual air bubbles by making
use of a first adhesive layer having a low cohesion force, and
attack of volatile components from a protective panel is
blocked by the gas barrier base material and a second adhe-
sive layer having high cohesion force.

Patent Reference 1: Japanese Patent Application Laid-
Open (JP-A) No. 2001-234129

Patent Reference 2: JP-A No. 2002-348150

Patent Reference 3: International Publication No.
W02006-112311

Such conventionally disclosed adhesive agent or adhesive
sheet has such a problem that when a laminated body obtained
by laminationing via the adhesive agent or adhesive sheet is
cut, cut edges become sticky after a period of time and thus
adheres to a production facility, which becomes a trouble in
the production process, and invite foreign substances, dust
and the like to adhere thereto, which becomes a cause of
contamination.

Furthermore, for example, in a display screen of a mobile
phone and the like, a constitution was sometimes adopted in
which a polarized film and the like were laminated on a liquid
crystal panel display (LCD), and on top of that, a protective
panel made of plastic was laminated via an adhesive agent or
adhesive sheet as shown in FIG. 1. At this time, a black print
portion (5 pm to 20 pum or so in thickness) was normally
provided in the margins on the back side of the protective
panel. In such a case, if the adhesive agent does not suffi-
ciently have ability of encapsulate features of an uneven
portion of a stepped portion that is formed in the margin ofthe
black print portion, air bubbles remain leading to a decrease in
screen visibility. Furthermore, if the protective panel is made
of plastic, gas (referred to as outgas) is generated from the
protective panel. Therefore, if the adhesive agent or adhesive
sheet does not have enough adhesive force and cohesion force
to oppose the pressure of this gas, the gas remains in the
adhesive agent or adhesive sheet, and thus if the temperature
becomes high, the residual gas foams leading to a decrease in
screen visibility.

As a countermeasure to such outgas, for example, as
described in Patent Reference 2 above, suggested is a method
of forming an adhesive agent having a low cohesion force,
which includes bringing panels into intimate contact with
each other without generating residual air bubbles, and irra-
diating ultraviolet onto the protective panel to cause cross-
linking. However, in this method, the cross-linking needs to
be performed after bonding of the protective panels, and thus
the method has a problem from the point of view of the
productivity. Furthermore, for example, as described in
Patent Reference 3 above, suggested is a method which
includes disposing an outgas barrier layer. However, this
method has problems such as an increase in thickness or
weight, and a decrease in transparency.

Therefore, an object of the present invention is to provide a
novel transparent adhesive sheet, with which the cut edge is
not sticky over time when a laminated body that has been
bonded via the adhesive sheet is cut, which can adhere no
residual air bubbles, even when the surface of an adherend has
unevenness of 5 um to 20 pm or so, and further which can
adhere without foaming under high temperature environ-
ment, for example, 80° C. or so, even when the adherend is a
material such as plastic that generates outgas.
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The present invention suggests a transparent adhesive sheet
that is constituted to have one or more layers respectively of
a first adhesive layer and a second adhesive layer that exhibit
different viscoelastic behaviors from each other, and has an
integrated structure whereby these layers are laminated and
has value of dynamic shear storage modulus G' when mea-
sured with a 1 Hz frequency temperature dispersion which is
within ranges described below:

2x10* to 5x10° Pa for G'(20° C.)

1x10* to 1x10° Pa for G'(150° C.)

With an adhesive sheet imparted with the viscoelastic
behaviors as described above, when a laminated body thathas
been bonded via the adhesive sheet is cut, the cut edge is not
sticky over time, and the adhesive sheet can adhere with no
residual air bubbles, even when the surface of an adherend has
unevenness of 5 um to 20 pm or so, and further can adhere
without foaming under high temperature environment, for
example, 80° C. or so, even when the adherend is a material
such as plastic that generates outgas.

In order to adhere without generating residual air bubbles
when the surface of an adherend is uneven, generally a soft
and easily wettable adhesive agent or adhesive sheet is used.
However, simply only with softness of the adhesive agent or
adhesive sheet, the cut edge becomes sticky, or the adhesive
agent or adhesive sheet does not have a cohesion force to
oppose the gas pressure of the outgas, and thus the gas
remains inside, and the residual gas foams when the tempera-
ture becomes high, leading to a decrease in screen visibility.
On the other hand, with a hard adhesive agent or adhesive
sheet, when the surface of an adherend is uneven, air bubbles
remain, leading to a decrease in visibility.

Therefore, the present invention allows an adhesive sheet
to have a combination of incompatible properties, that is to
say, a property of the cut edge not being sticky over time after
the cutting, a property of adhering without generating
residual air bubbles even when the surface of an adherend is
uneven, and further a property of sufficiently withstanding
outgas and thus adhering without foaming under high tem-
perature, not by means of simply manufacture of a soft orhard
adhesive sheet, but by means of manufacture of an adhesive
sheet that has a lamination of a first adhesive layer and a
second adhesive layer having different viscoelastic behav-
iors, and that has prescribed values of the dynamic shear
storage modulus G' in totally different temperature regions of
20° C. and 150° C.

As a means of forming such transparent adhesive sheet of
the present invention, each of the first adhesive layer and the
second adhesive layer is preferably formed to have a value of
the dynamic shear storage modulus G', which is measured in
a 1 Hz frequency temperature dispersion, within ranges of (a)
and (b) described below:

(a) G'(20° C.) of the first adhesive layer is 2x10* to 5x10°
Pa, and G'(150° C.) of the first adhesive layer is 1x10* to
1x10° Pa.

(b) G'(20° C.) of the second adhesive layer is 2x10° to
5x10° Pa, and G'(150° C.) of the second adhesive layer is
5x10*to 5x10° Pa.

A transparent adhesive sheet, which has a first adhesive
layer and a second adhesive layer having different viscoelas-
tic behaviors, dominantly exhibits a viscoelastic behavior ofa
soft adhesive layer as a whole of the transparent adhesive
sheet. That is to say, when the transparent adhesive sheet
described above is measured for the dynamic viscoelasticity
from the low temperature side in a shear method, the first
adhesive layer having small modulus is deformed (mis-
aligned) first, and the second adhesive layer, which is rela-
tively hard, is hardly deformed, whereby the transparent
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adhesive sheet is soft overall, and the viscoelastic behavior of
the first adhesive layer is exhibited dominantly. Therefore, the
transparent adhesive sheet of the present invention is formed
such that the first adhesive layer is softer than the second
adhesive layer, and the dynamic shear storage modulus G' of
the first adhesive layer in totally different temperature regions
0f'20° C. and 150° C. is respectively prescribed.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a sectional view that shows one exemplary con-
stitution of a lamination that is adopted in a display screen of
a mobile phone and the like.

FIG. 2 is a sectional view that shows one exemplary con-
stitution in which one release film is projected from the mar-
gins of a transparent adhesive sheet when release films are
laminated on both sides of the transparent adhesive sheet.

DETAILED DESCRIPTION OF THE INVENTION

Hereinafter, one exemplary embodiment of the present
invention will be explained, but the present invention is not
limited to the embodiment described below.

The transparent adhesive sheet of the present embodiment
(hereinafter, referred to as “the present adhesive sheet™.) is an
adhesive sheet that is constituted to have one or more layers
respectively of a first adhesive layer and a second adhesive
layer that exhibit different viscoelastic behaviors, and has an
integrated structure whereby these layers are laminated.

The present adhesive sheet may be formed with one or
more layers respectively of a first adhesive layer and a second
adhesive layer that exhibit different viscoelastic behaviors,
and has an integrated structure whereby these layers are lami-
nated as described above, wherein the first adhesive layer and
the second adhesive layer have, for example, viscoelastic
characteristics (a) and (b) described below:

(a) the first adhesive layer: the dynamic shear storage
modulus G'(20° C.) measured in a 1 Hz frequency tempera-
ture dispersion at 20° C. is 2x10* to 5x10° Pa, and the
dynamic shear storage modulus G' at 150° C. (150° C.) is
1x10*to 1x10° Pa.

(b) the second adhesive layer: the dynamic shear storage
modulus G'(20° C.) measured in a 1 Hz frequency tempera-
ture dispersion at 20° C. is 2x10° to 5x10° Pa, and the
dynamic shear storage modulus G' at 150° C. (150° C.) is
5x10*to 5x10° Pa.

G'(20° C.) of the first adhesive layer may be 2x10* to 5x10°
Pa, preferably 2x10% to 8x10* Pa.

When G'(20° C.) of the first adhesive layer is 2.0x10* Pa or
more, sticking of a cut edge does not occur at room tempera-
ture when the laminated body that has been bonded via this
adhesive sheet is cut. For example, when the laminated body
is cut with a Thomson’s knife, deterioration of cutting prop-
erties such as sticking to the knife or the like does not happen,
and deterioration of handling property such as sticking to a
production machine or the like after the cutting also does not
happen. On the other hand, when G'(20° C.) of the first adhe-
sive layer is 5x10° Pa or less, for example, in a case where a
protective panel that has print unevenness on the back side is
bonded, or the like, it is possible to eliminate residual air
bubbles due to the adhesive agent unevenly squeezed within
an uneven portion, without a remarkable decrease in flexibil-
ity.

It is important that G'(150° C.) of the first adhesive layer is
1x10* to 1x10° Pa, and is preferably 2x10* to 5x10* Pa.

If G'(150° C.) of the first adhesive layer is 1x10* Pa or
more, it is possible to prevent occurrence of misalignment of
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adhesive layers or overflow of an adhesive material under
high temperature environment.

On the other hand, if G'(150° C.) of the first adhesive layer
is 1x10° Pa or less, it is possible to prevent recovery of
elasticity due to viscosity decrease. Accordingly, for
example, it is possible to prevent generation of voids in a
recessed corner portion of a print uneven portion on the back
side of the protective panel.

G'(20° C.) of the second adhesive layer may be 2x10° to
5x10° Pa, and is preferably 5x10° to 2x10° Pa.

When G'(20° C.) of the second adhesive layer is 2x10° Pa
or more, the adhesive sheet can sufficiently withstand outgas
and can suppress foaming. On the other hand, when G'(20°
C.) of the second adhesive layer is 5x10° Pa or less, it is
possible to resolve problems such as insufficient wetting that
proceeds on the surface of the adherend due to the adhesive
sheet being hard.

G'(150° C.) of the second adhesive layer may be 5x10* to
5x10° Pa, and is preferably 1x10° to 3x10° Pa.

When G'(150° C.) of the second adhesive layer is 5x10* Pa
or more, the adhesive sheet can sufficiently withstand outgas
and can suppress foaming. On the other hand, when G'(150°
C.) of the second adhesive layer is 5x10° Pa or less, it is
possible to obtain sufficient adhesion force.

Furthermore, the temperature where the first adhesive layer
and the second adhesive layer exhibits the maximum value of
dynamic Tan 0 (; Tg), which is measured in a 1 Hz frequency
temperature dispersion, is preferably within the range
described below, respectively.

Tg (1) of the first adhesive layer is less than -10° C.

Tg (2) of the second adhesive layer is —10° C. or more.

Tg (1) of the first adhesive layer is preferably less than —10°
C., and further preferably -20° C. or less in view of improve-
ment in flexibility. When Tg (1) of the first adhesive layer is
less than —10° C., the adhesive sheet can maintain flexibility,
and thus, for example, can eliminate visibility decrease due to
residual air bubbles when the surface of an adherend is
uneven or has print unevenness or the like.

On the other hand, Tg (2) of the second adhesive layer is
preferably —10° C. or more, and Tg (2) is more preferably
-10° C. or more and less than 10° C. in view of high adher-
ence being obtained. When Tg (2) of the second adhesive
layer is —10° C. or more, it is possible to secure sufficient
adhesive force, and prevent foaming of residual gas even
under high temperature without residual gas within the adhe-
sive agent due to the gas pressure of the outgas even when the
adherend is a material such as plastic that generates outgas.
Conversely, when Tg (2) is less than 10° C., the adhesive sheet
is not too hard, and thus has no such problems as difficult
wetting and insufficient adhesion on the surface of the adher-
end. In this case, such problems may be also resolved by
adhesion with warming, which is a factor for cost increase and
thus is not preferable.

As described above, Tg of the first adhesive layer is differ-
ent from that of the second adhesive layer, and it is preferable
that Tg (1) of the first adhesive layer is lower than Tg (2) of the
second adhesive layer. Particularly, the difference between Tg
(1) and Tg (2) is preferably 10° C. or more, more preferably
20° C. or more, and further more preferably 40° C. or more.

Furthermore, each thickness of the first adhesive layer and
the second adhesive layer is preferably within the range
described below. That is to say, the thickness of the first
adhesive layer is preferably greater than the thickness of the
second adhesive layer.
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The thickness of the first adhesive layer is 50 um to 2000

pm.
The thickness of the second adhesive layer is 5 um to 50

pm.

It is preferable that the first adhesive layer has necessary
thickness to fill the surface unevenness. Therefore, it is pref-
erable that the thickness of the first adhesive layer is suitably
selected in accordance with the thickness of the adherend
material and the surface unevenness.

For example, when the adherend is a film or sheet that has
small surface unevenness on the surface, the thickness of the
first adhesive layer is preferably 50 pm to 500 um, and further
preferably 100 um to 500 pm.

On the other hand, for example, when the adherend is a
rigid plate material such as a glass, or an adherend that has
relatively big print unevenness, the thickness of the first adhe-
sive layer is more preferably 500 um to 2000 pm.

The thickness of the second adhesive layer is preferably 5
pm to 50 pm, and more preferably 15 um to 30 pm in view of
securing adherence. At this time, when the thickness of the
second adhesive layer is 5 um or more, it is possible to obtain
sufficient adhesive force, and prevent cost increase when the
thickness of the second adhesive layer is 50 um or less.

(Materials for First Adhesive Layer and Second Adhesive
Layer)

Examples of a base compound (a material to be a major
component, also referred to as a base polymer) of the first
adhesive layer and the second adhesive layer include, for
example, polymers of acryls, silicones, polyurethanes, sty-
renes, polyesters, polyethers, epoxys or the like. The nature
(form) of the base compound may be various, such as a liquid,
a high viscosity body and an elastomer body. Such base
polymer (base compound) may be suitably selected, and,
each of the adhesive layer having desired viscoelastic char-
acteristics can be formed with use of a cross-linking method
suitable for each of the selected base polymer.

However, in consideration of the functions required for the
first adhesive layer and the second adhesive layer, the thick-
ness of the first adhesive layer is preferably greater as
described above, and thus at least the first adhesive layer is
preferably formed with a solventless material that has no
solvent. The limit for the thickness of a solvent-based mate-
rial is 100 pm.

On the other hand, the thickness of the second adhesive
layer is not necessarily great, and thus may be formed with
any one of a solvent-based material and a solventless mate-
rial. However, in consideration of production efficiency and
the like, the second adhesive layer is formed preferably with
use of a solvent-based material.

Examples of a preferable solventless material in formation
of'the first adhesive layer include, for example, acrylic poly-
mers, particularly acrylic acid ester polymers (including
copolymers). They are preferably used as a base polymer
(base compound), and subjected to cross-linking to form the
first adhesive layer.

The acrylic acid ester polymer (including copolymers)
may be prepared with suitable adjustment of properties such
as glass transition temperature (Tg) by suitably selecting the
kind or composition ratio of acrylic monomers or methacrylic
monomers that are used in polymerization of the acrylic acid
ester polymer, and further polymerization conditions and the
like.

Examples of the acrylic monomers or methacrylic mono-
mers used in polymerization of the acrylic acid ester poly-
mers include, for example, 2-ethylhexyl acrylate, n-octyl
acrylate, n-butyl acrylate, ethyl acrylate, methyl methacrylate
and the like. Examples of the acrylic monomers or meth-
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acrylic monomers also include vinyl acetate, hydroxyethyl
acrylate, acrylic acid, glycidyl acrylate, acrylic amide, acrylic
nitrile, methacrylic nitrile, fluoro acrylate, silicone acrylate
and the like, which are obtained by copolymerization of those
mentioned above with hydrophilic groups or organic func-
tional groups or the like. As the polymerization treatment
using these monomers, known polymerization methods such
as solution polymerization, emulsion polymerization, mas-
sive polymerization or suspension polymerization may be
adopted. At this time, a polymerization initiator such as a
thermal polymerization initiator and a photo polymerization
initiator may be used depending on the polymerization
method to obtain an acrylic acid ester copolymer.

When a solvent is not used in polymerization, it is difficult
to use a base polymer having high molar weight. Therefore,
the weight average molar weight of the acrylic acid ester
polymer is preferably 100,000 to 700,000, particularly pref-
erably 200,000 to 500,000, further particularly preferably
250,000 to 500,000.

Furthermore, in the present application, the weight average
molar weight (MW)/number average molar weight (MN) of
the acrylic acid ester polymer is preferably relatively great,
and preferably 5 to 10, particularly preferably 6 to 9.

Examples of the cross-linking monomer (cross-linking
agent) that is used in cross-linking the acrylic acid ester
polymer include multifunctional (meth)acrylate having two
or more (meth) acryloyl groups, or multifunctional organic
functional group resins having two or more organic func-
tional groups such as an isocyanate group, an epoxy group, a
melamine group, a glycol group, a siloxane group and an
amino group, or organic metal compounds having a complex
of a metal such as zinc, aluminum, sodium, zirconium and
calcium.

Furthermore, in cross-linking the acrylic acid ester poly-
mer, it is effective to suitably add a cross-linking initiator
(peroxidation initiator or photo initiator) or a reaction catalyst
(tertiary amine compounds, quaternary ammonium com-
pounds, tin laurylate compounds and the like).

(Other Additive)

In addition to the components described above, if neces-
sary, various additives may be suitably blended such as a
colorant, e.g., a pigment and a dye having near-infrared
absorption property, a tackifier, an antioxidant, an anti-aging
agent, a hygroscopic agent, an ultraviolet absorption agent, a
silane coupling agent, resins of a natural product or a syn-
thetic product, a glass fiber and glass beads.

(Constitution of Lamination)

The present adhesive sheet is an adhesive sheet that is
constituted to have one or more layers respectively of a first
adhesive layer and a second adhesive layer, and has an inte-
grated structure whereby these layers are laminated as
described above. Accordingly, as a constitution of the lami-
nation that may be adopted in the present adhesive sheet, for
example, lamination constitution such as the first adhesive
layer (hereinafter, referred to as “the first”)/the second adhe-
sive layer (hereinafter, referred to as “the second”), the first/
the second/the first, the second/the first/the second, and the
first/the second/the first/the second may be adopted. The con-
stitution of the lamination is particularly preferably two layer
constitution composed of the first/the second or three layer
constitution composed of the second/the first/the second, and
further particularly preferably three layer constitution com-
posed of the second/the first/the second.

When the constitution of the lamination is the two layer
constitution composed of the first/the second, the second
adhesive layer side may be used as an adhesive surface having
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greater adhesive force, and the first adhesive layer side may be
used as a release surface having relatively low adhesive force.

Another layer may be interposed between the first adhesive
layer and the second adhesive layer. However, lamination
constitution, in which at least outgas barrier layer is not
interposed, is preferable from a point that the present adhesive
sheet is characterized by prevention of foaming under high
temperature environment without disposition of an outgas-
barrier layer.

(Viscoelasticity of the Present Adhesive Sheet)

In a manner as described above, it is possible to form a
transparent adhesive sheet that is constituted to have one or
more layers respectively of a first adhesive layer and a second
adhesive layer that exhibit different viscoelastic behaviors
from each other, and has an integrated structure whereby
these layers are laminated and has value of dynamic shear
storage modulus G' when measured with a 1 Hz frequency
temperature dispersion which is within ranges described
below:

2x10* to 5x10° Pa for G'(20° C.)

1x10* to 1x10° Pa for G'(150° C.)

The dynamic shear storage modulus G'(20° C.) of the
present adhesive sheet is importantly 2x10* to 5x10° Pa,
preferably 5x10* to 5x10°, and particularly preferably 1x10°
to 3x10°.

Herein, when the dynamic shear storage modulus G'(20°
C.) of the present adhesive sheet is 2.0x10* or more, it is
possible to suppress sticking at the cut edge at least under
room temperature. For example, when the laminated body is
cut with a Thomson’s knife, it is possible to suppress sticking
to the knife, and also suppress deterioration of handling prop-
erty after the cutting such as sticking to a production machine
or the like. When the dynamic shear storage modulus G'(20°
C.)is 5x10° Pa or less, it is possible to suppress decrease of
flexibility or adherence. For example, when a protective panel
that has print unevenness on the back side, is bonded, it is
possible to prevent residual air bubbles due to the adhesive
agent unevenly squeezed within an uneven portion.

Furthermore, the dynamic shear storage modulus G'(150°
C.) of the present adhesive sheet is importantly 1x10* to
1x10° Pa, preferably 2x10* to 6x10%, and particularly prefer-
ably 2x10* to 5x10™.

Herein, when the dynamic shear storage modulus G'(150°
C.) of the present adhesive sheet is 1x10* or more, it is
possible to prevent occurrence of misalignment of adhesive
layers or defect in adhesive material under high temperature
environment. When the dynamic shear storage modulus
G'(150° C.) of the present adhesive sheet is 1x10° Pa or less,
it is possible to prevent recovery of elasticity due to viscosity
decrease. Accordingly, for example, it is possible to prevent
generation of voids in a recessed corner portion of a print
uneven portion on the back side of the protective panel.

(Manufacturing Method)

Any one of the first adhesive layer and the second adhesive
layer of the present adhesive sheet can be formed as an adhe-
sive layer having desired viscoelastic characteristics by suit-
ably selecting a base polymer using a cross-linking method
suitable for each of the selected base polymer.

For example, when an acrylic acid ester polymer is selected
as the base polymer, the first adhesive layer-attached sheet or
the second adhesive layer-attached sheet can be obtained by
adding a cross-linking agent and a reaction initiator or a
reaction catalyst or the like, mixing them with stirring,
defoaming the mixture sufficiently, and then forming a film to
an intended thickness on a release film and heat-drying or
cross-linking the film by ultraviolet irradiation.
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On the other hand, when a solvent type-acrylic adhesive
agent is selected as the base polymer, the first adhesive layer-
attached sheet or the second adhesive layer-attached sheet can
be obtained by adding various curing agents or the like, mix-
ing them with stirring, forming a film to an intended thickness
on a release film, and drying the solvent.

The first adhesive layer-attached sheet and the second
adhesive layer-attached sheet may be first prepared, respec-
tively in a manner as described above, and then they are
combined in a post process to form a laminated sheet. Fur-
thermore, a sheet attached with one of the adhesive layers
may be first prepared, and a composition of the other adhesive
layer may be coated on this adhesive layer-attached sheet to
form a laminated sheet. Furthermore, a composition for form-
ing the first adhesive layer and a composition for forming the
second adhesive layer may be multi-step coated in order on a
release film to form a laminated sheet. Furthermore, a com-
position for forming the first adhesive layer and a composi-
tion for forming the second adhesive layer may be coextruded
to form a laminated sheet.

The manufacturing method may be suitably selected to
manufacture the laminated sheet depending on the nature of
the adhesive agent or the cross-linking method.

The storage modulus of the adhesive sheet at specific tem-
perature may be adjusted not only depending on the kind and
composition ratio of polymerization monomers, which are
components of the acrylic acid ester copolymer as the base
polymer, and polymerization conditions, but also depending
on the kind and the amount of a cross-linking agent and a
cross-linking initiator, cross-linking conditions and the like.

Since G'(20° C.) value of the adhesive layer is particularly
affected by Tg value of the base polymer, G'(20° C.) value
tends to decrease as much as Tg of the base polymer
decreases, and G'(20° C.) value tends to increase as much as
Tg increases.

For example, for the first adhesive layer, G'(20° C.) of the
first adhesive layer may be adjusted to the range of the present
invention by adjusting the kind and the composition ratio of
copolymerization monomers so that Tg of the base polymeris
less than -10° C.

Specifically, a desired base polymer of the first adhesive
layer may be adjusted, for example, by random-copolymer-
izing a greater portion of monomers having relatively low Tg
such as n-butyl acrylate monomer and 2-ethylhexyl acrylate
monomer, and a less portion of monomers having relatively
high Tg such as methyl methacrylate, acrylic acid and vinyl
acetate, as the copolymerization monomer components form-
ing the acrylic acid copolymer of the base polymer, and as
results, the first adhesive layer having the storage modulus in
the specific range at specific temperature of —=10° C. orless Tg
may be prepared.

For the second adhesive layer, G'(20° C.) of the second
adhesive layer may be adjusted to the range of the present
invention by adjusting the kind and the composition ratio of
copolymerization monomers so that Tg of the base polymeris
-10° C. or more.

Specifically, a desired base polymer of the second adhesive
layer may be adjusted, for example, by random-copolymer-
izing a less portion of monomers having relatively low Tg
such as n-butyl acrylate monomer and 2-ethylhexyl acrylate
monomer, and a greater portion of monomers having rela-
tively high Tg such as methyl methacrylate, acrylic acid and
vinyl acetate, as the copolymerization monomer components
forming the acrylic acid copolymer of the base polymer, and
asresults, the second adhesive layer having the storage modu-
lus in the specific range at specific temperature of =10° C. or
more of Tg may be prepared.
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G'(150° C.) value of the adhesive layer is affected by the
molar weight of the base polymer, the molar weight between
cross-linking points and the molar weight between entangle-
ment points after the cross-linking. G'(150° C.) value tends to
increase as much as the molar weight of the base polymer, the
molar weight between cross-linking points or the molar
weight between entanglement points increase.

Accordingly, from the range of G'(150° C.), the first adhe-
sive layer is preferably prepared by using a base polymer
having a molar weight that is required in melt-molding with-
out a solvent (Mw: 2 to 6x10°) for the required thickness, and
large amounts of a cross-linking agent and a photo initiator in
order to suppress sticking.

Furthermore, for the second adhesive layer, it is preferable
that the amount of a cross-linking agent is small and the molar
weight between cross-linking points is great in order to grant
strong adherence to the second adhesive layer, whereby to
obtain the second adhesive layer that is flexible and has the
viscoelastic behavior of high cohesion force.

(Application)

A conventional adhesive sheet has such problems that the
conventional adhesive sheet is sticky and adhered to a cutting
knife in the cutting process, that the cut surface is deformed
with the friction force in the cutting process, that an unwanted
partofa cut piece is not peeled well in crud removing process,
and that a cut piece is dented or recessed by pressure and the
like after a second process or adhered with a foreign sub-
stance in a cut section. However, the present adhesive sheet
has an advantage of not having such problems.

Accordingly, the present adhesive sheet may be suitably
used in bonding a transparent panel such as a protective panel
to animage display panel in a plane type image display device
such as a mobile terminal, PDA, a game machine, TV, atouch
panel, a pen tablet and the like using, for example, LCD, PDP,
EL or the like.

The present adhesive sheet may be cut into a desired shape
by a cutting device using, for example, Thomson’s knife, a
super cutter, a laser and the like, and may be processed to a
piece of a transparent adhesive sheet (referred to as “the piece
of the present adhesive sheet) and used.

The piece of the present adhesive sheet has only small
generation of air bubbles after it has been bonded to an adher-
end, and has very small sticking to the edge after the cutting,
and can be used as a second processed product that is excel-
lent in handling property. Accordingly, the piece of the
present adhesive sheet can be suitably used in constitution of
an image display device, for example, a mobile phone, a
portable game machine, or a mobile terminal, and further a
fish finder and the like.

Herein, the piece of the transparent adhesive sheet means a
transparent adhesive sheet that is cut into a desired size and
shape. When the transparent adhesive sheet is referred to as
the adhesive sheet, it also encompasses the concept a piece of
the adhesive sheet. Accordingly, the present adhesive sheet
also encompasses the piece of the present adhesive sheet.

Examples of the shape of the piece of the present adhesive
sheet include, for example, a square shape, which is formed
by cutting the present adhesive sheet into grid in planar view,
and in addition, triangle and hexagonal shapes. In addition,
the piece of the present adhesive sheet may be processed to
any shape such as a notched shape and a punched shape in
accordance with the adherend.

The present adhesive sheet and a piece thereof may be
provided, for example, as a transparent adhesive sheet that has
a release film disposed on both sides thereof.

At this time, the release film to be used may be suitably
selected from those obtained by applying a silicone resin to a
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cast film or a stretched film of polyesters, polypropylenes or
polyethylenes and subjecting the film to a release treatment,
or release papers and the like. Particularly, release films hav-
ing different release forces or different thicknesses are pref-
erably used in both sides of the adhesive sheet.

When the present adhesive sheet and a piece thereof are
constituted to have a lamination of release films on both sides,
it is preferable that release films having difference release
forces are attached on the both sides so as to be easily peeled
off. Particularly, in consideration of a balance of the release
forces of the release films on the both sides, when the release
force of one release film is assumed as 1.0, the release force of
the other release film is preferably 1.2 folds or more thereof.

Furthermore, when the piece of the present adhesive sheet
is constituted to have a lamination of release films on both
sides, any one of the release films on the both sides may be
formed so as to be projected from the margins of the piece of
the present adhesive sheet. For example, as shown in FIG. 2,
one release film may be formed such that the margins thereof
fit to the margins of the piece of the present adhesive sheet,
and the other release film may be formed such that the mar-
gins thereof are projected from the margins of the piece of the
present adhesive sheet, for example, projected over the whole
circumference and thus look like a frame from top view.

As described above, by the release film being formed to be
projected from the margins of the piece of the present adhe-
sive sheet, the release film can be easily peeled off by gripping
this projected portion. Furthermore, the release film being
formed to be projected from the margins of the piece of the
present adhesive sheet allows prevention of the adhesive
agent from being protruded and soiled.

A method of forming one of the release films on the both
sides to be projected from the margins of the piece of the
present adhesive sheet as described above, is performed by,
for example, forming a laminated sheet of the two release
films and the piece of the present adhesive sheet with the
margins of them fitting to each other, slitting up the laminated
sheet along the margins to the depth of one release film and
the piece of the present adhesive sheet not so as to cut the
laminated sheet from the side of one release film to the side of
the other release film, and releasing the outside portion of the
slit up. However, the forming method is not limited to such
method.

The present adhesive sheet and a piece thereof may be
laminated, for example, on the back side of a protective panel,
to form an adhesive material-attached protective panel body
(referred to as “the present adhesive material-attached pro-
tective panel body™).

As described above, the present adhesive sheet or a piece
thereof may be directly laminated to a protective panel simul-
taneously at the time of manufacturing the present adhesive
sheet or a piece thereof, whereby to strongly bring the inter-
faces of the protective panel and the adhesive sheet into
intimate contact with each other, and further improve dura-
bility. At this time, it is preferable that the present adhesive
sheet or a piece thereof is first laminated to the release film
side, and then immediately brought into intimate contact with
the back side of the protective panel, and cured.

At this time, the condition for curing is not particularly
limited, but for example, standing at room temperature for 7
days, or standing at 40° C. for 3 days may be performed.

The protective panel, which is the adherend, may be
selected, for example, from a glass, an acrylic resin, a poly-
carbonate resin, an alicyclic polyolefin resin, a vinyl chloride
resin, a nylon resin, an epoxy resin and a styrene resin.
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On both sides of the protective panel, anti-reflection treat-
ment, anti-scattering treatment, hard coating treatment,
design (cutting, printing) process or touch panel function may
be previously applied.

The present adhesive sheet and a piece thereof can be
adhered without foaming at high temperature even when the
adherend is composed of a material generating outgas. There-
fore, effects of the present invention can be further exerted
when a protective panel, which is the adherend, is plastic that
can generate outgas, i.e., an acrylic resin, a polycarbonate
resin, an alicyclic polyolefin resin, a vinyl chloride resin, a
nylon resin, an epoxy resin, a styrene resin and the like.

Furthermore, the present adhesive sheet and a piece thereof
may be laminated, for example, to a touch panel body to form
an adhesive material-attached touch panel body (referred to
as the “present adhesive material-attached touch panel
body™).

As described above, the present adhesive sheet or a piece
thereof may be directly laminated to a touch panel body
simultaneously at the time of manufacturing the present adhe-
sive sheet or a piece thereof, whereby to strongly bring the
interfaces of the touch panel body and the adhesive sheet into
intimate contact with each other, and further improve dura-
bility. At this time, it is preferable that the present adhesive
sheet or a piece thereof is first laminated to the release film
side, and then immediately brought into intimate contact with
the touch panel body, and cured.

At this time, the condition for curing is not particularly
limited, but for example, standing at room temperature for 7
days, or standing at 40° C. for 3 days may be performed.

An image display device can be prepared with use of the
piece of the present adhesive sheet or the present adhesive
material-attached protective panel body.

For example, with use of the piece of the present adhesive
sheet, a protective panel and an image display panel, or a
touch panel body and an image display panel, or a touch panel
body and a protective panel may be directly bonded. When
the present adhesive material-attached protective panel body
is used, it is possible to cut down preliminary adhesion pro-
cess at a manufacturing process of an image display device,
and further improve productivity.

For example, it is possible to constitute image display
devices such as a mobile phone, a portable game machine, a
mobile terminal and a fish finder.

Herein, an image display device with touch panel function
that is currently most general, i.e., a resistive touch panel
display device is constituted by disposing “a touch panel
body” on an “image display panel” such as LCD, and dispos-
ing a protective panel on the touch panel body if necessary,
wherein the “touch panel body” is constituted by disposing a
tiny spacer (dot spacer) on a glass substrate, on which a
transparent conductive film (for example, ITO film) is
formed, and on top of that, laminating a film, on which a
transparent conductive film (for example, ITO film) is formed
(for example, PET).

When such image display device with touch panel function
is constituted with use of the piece of the present adhesive
sheet, it may be constituted by direct bonding of a touch panel
body and an image display panel, or a touch panel body and a
protective panel as described above.

At this time, when the present adhesive material-attached
protective panel body is used, it is possible to cut down
preliminary adhesion process at a manufacturing process of
an image display device, and further improve productivity.

A surface of a touch panel body attached with the piece of
the present adhesive sheet may be suitably selected from, for
example, a glass, a polyester resin, a TAC resin and the like.
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(Explanation for Expressions and the Like)

According to JIS, generally, the term “sheet” refers to a
thin, small and flat product for its length and width thereof,
and the term “film” refers to a thin flat product that has an
extremely small thickness for its length and width thereof, the
maximum thickness thereof being limited arbitrarily, and is
normally supplied in the form ofaroll (JIS K 6900). However,
as the boundary between a sheet and a film is not determined
and there is no need in the present invention to distinguish the
two by words, in the present invention, “sheet” is deemed
included even when referring to “film”, and “film” is deemed
included even when referring to “sheet”.

Furthermore, expressions of the “panel” or the “panel
body” such as an image display panel and a protective panel,
encompasses a plate body, a sheet and a film, or a laminated
body thereof.

Furthermore, in the present invention, when the expression

“major component” is used, unless expressly noted, it
includes the meaning of allowing another component to be
contained in a range that does not hinder the function of the
major component.
Although not to specify the content ratio of the major com-
ponent in particular, the content (when two or more compo-
nents are the major component, the total content of them) is
generally 50% or more by mass, particularly 70% or more by
mass, and more particularly 90% or more by mass (including
100%) in a composition.

In addition, herein, when the notation “X toY” (X andY are
arbitrary numbers) is used, unless expressly indicated, the
meaning is “X or greater and Y or lower”, and includes the
meaning “preferably greater than X or “preferably less than
Y.

In addition, when the notation “X or greater” (X is an
arbitrary number) or “Y or less” (Y is an arbitrary number) is
used, this includes also the intent to the effect of “greater than
X is desirable” or “less than Y is desirable”.

EXAMPLES

Hereinafter, the present invention will be more specifically
explained with Examples.

Hereinafter, “parts” means “weight parts”.

<Measurement of G' and Tg>

The dynamic viscoelastic behavior was measured with use
of “Dynamic Analyzer RDA II”, which is a device for mea-
suring viscoelasticity manufactured by Rheometrics Inc.,in a
shear method under the conditions described below.

Jig: $25 mm parallel plate

Strain level: 0.5%

Frequency: 1 Hz

Temperature: =70 to 200° C. (measured at 3° C./min tem-

perature elevation rate from -70° C.)

Sample thickness: 250 pm

A sheet for formation of the first adhesive layer, a sheet for
formation of the second adhesive layer and a laminated sheet
by laminating and integration of the sheet for formation of the
first adhesive layer and the sheet for formation of the second
adhesive layer were taken as samples for measurement,
respectively. The values of the storage modulus G' at 20° C.
and 150° C. of these measurement samples (adhesive sheets)
and the maximum values of Tan 8 as Tg were read.

<Measurement of Accumulated Photo Amount>

The accumulated photo amount at 365 nm wavelength was
measured with an ultraviolet accumulated photo amount
meter “UIT-150” manufactured by USHIO INC mounted
with an optical receiver “UVD-S365”.
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<Cutting Properties>

Adhesive sheets obtained in Examples and Comparative
examples were cut with use of a Thomson’s punching
machine for 1 minute at 30 shot rate. At this time, it was
observed whether or not punching was done without adhesion
to the Thomson’s knife.

O (circle) means no adhesion to the Thomson’s knife.

X (cross) means adhesion to the Thomson’s knife.

<Thermal Durability>

In substitution for a protective panel, a PMMA plate (trade-
mark: MR200, manufactured by Mitsubishi Rayon, Co. L.td.)
was used, which had 0.8 mm thickness, 50 mm width and 80
mm length, and of which the backside was printed only at the
margins of the panel by 5 mm width and 10 pm thickness.

In substitution for a display panel, a soda-lime glass having
0.5 mm thickness, 50 mm width and 80 mm length was used.

Each of the adhesive sheets obtained in Examples and
Comparative examples was punched by 45 mm width and 75
mm length with Thomson’s press machine. Then, a release
film on one surface side of the adhesive sheet was peeled off
and the adhesive sheet was attached to the print margins of the
backside-printed surface side of the PMMA plate so as to
overlap in the four sides by 2.5 mm with a hand roll.

Then, a release film on the other remaining surface of the
adhesive sheet was peeled off and the PMMA plate was
attached to the glass plate via the adhesive sheet with a hand
roll, and then the resulting lamination was finishing-adhered
in an autoclave at 0.4 Mpax30° C. for 15 minutes, to prepare
a test sample.

The test sample prepared in a manner as described above
was heated at 80° C. for three days, and observed for foaming,
release and overflow of the adhesive material.

O (circle) means that none of foaming, release and over-
flow was observed.

X (cross) means that any one of foaming, release and over-
flow was observed.

Example 1

(Preparation of First Adhesive Layer-Attached Sheet)

2.0 Weight parts of a photo initiator (trademark: Ezacure
TZT, manufactured by Nihon SiberHegner) and 20 weight
parts of a cross-linking agent (tetrafunctional acrylate (trade-
mark: NK ester ATM-4PL, manufactured by Shin Nakamura
Chemical, Co. Ltd.)) with respect to 100 weight parts of
previously polymerized acrylic acid ester copolymer A were
melt with stirring and uniformly mixed to prepare an adhesive
agent composition.

This adhesive agent composition was applied to the release
surface of a silicone-coated release PET film (trademark:
MRF 50, manufactured by MITSUBISHI POLYESTER
FILM CORPORATION) having a thickness of 50 um with
use of a hot-melt coater and then the silicone-coated release
PET film was overlapped with another silicone-coated release
PET film (trademark: MRF 50, manufactured by MITSUB-
ISHI POLYESTER FILM CORPORATION) so that the
adhesive agent composition was interposed between the two
silicone-coated release PET films, and the lamination was
molded to 200 um of the adhesive layer thickness. Then, the
lamination was irradiated onto the PET films from the both
sides with 1000 mJ/cm?, respectively (equivalent to a wave-
length of 365 mm) using a high-pressure mercury lamp,
thereby causing cross-link to prepare the first adhesive layer-
attached sheet.

The acrylic acid ester copolymer A was obtained by solu-
tion polymerization in a composition ratio of 85% by weight
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of 2-ethylhexyl acrylate and 15% by weight of methyl meth-
acrylate, and then removal of the solvent.

The molecular weight and the molecular weight distribu-
tion of the acrylic acid ester copolymer A measured with GPC
were 2.7x10° of the weight average molecular weight (MW),
and 6.3 of the weight average molecular weight (MW)/num-
ber average molecular weight (MN).

(Preparation of Second Adhesive Layer-Attached Sheet)

1.85 Weight parts of an isocyanate curing agent (trade-
mark: [.-45, manufactured by Soken Chemical & Engineer-
ing Co., L.td.) and 0.5 weight part of an epoxy curing agent
(trademark: E-5XM, manufactured by Soken Chemical &
Engineering Co., Ltd.) with respect to 1000 weight parts of
commercially available solvent-type acrylic adhesive agent
(trademark: SK-DYNE 1882, manufactured by Soken
Chemical & Engineering Co., Ltd.) were uniformly mixed to
prepare an adhesive agent solution.

This adhesive agent solution was applied to the release
surface of a silicone-coated release PET film (trademark:
MRF 50, manufactured by MITSUBISHI POLYESTER
FILM CORPORATION) having a thickness of 50 um with
use of a hot-melt coater to 25 um thickness, and the solvent
was dried to prepare two pieces of the second adhesive layer-
attached sheets having an adhesive layer of 25 um thickness.

(Integration of First Adhesive Layer and Second Adhesive
Layer)

The release PET films on both sides of the first adhesive
layer-attached sheet were peeled off, and the both surfaces of
the first adhesive layer were brought into intimate contact and
integrated with the adhesive layers of the second adhesive
layer-attached sheet, respectively, which were immediately
after drying the solvent, and the lamination was left to stand
for maturation at room temperature (23° C.) for 7 days, to
achieve an adhesive sheet having adhesive layers of two kind,
three layers (the second/the first/the second) having 250 pm
thickness.

Example 2

(Preparation of First Adhesive Layer-Attached Sheet)

The first adhesive layer-attached sheet used in Example 1
was used as the first adhesive layer-attached sheet in Example
2.

(Preparation of second adhesive layer-attached sheet)

2.0 weight parts of a photo initiator (trademark: Ezacure
TZT, manufactured by Nihon SiberHegner) and 5 weight
parts of a cross-linking agent (trifunctional acrylate (trade-
mark: Viscoat V295, manufactured by OSAKA ORGANIC
CHEMICAL INDUSTRY LTD.)) with respect to 100 weight
parts of previously polymerized acrylic acid ester copolymer
B were melt with stirring and uniformly mixed to prepare an
adhesive agent composition.

This adhesive agent composition was applied to the release
surface of a silicone-coated release PET film (trademark:
MRF 50, manufactured by MITSUBISHI POLYESTER
FILM CORPORATION) having a thickness of 50 um with
use of a hot-melt coater and then the silicone-coated release
PET film was overlapped with another silicone-coated release
PET film (trademark: MRF 50, manufactured by MITSUB-
ISHI POLYESTER FILM CORPORATION) so that the
adhesive agent composition was interposed between the two
silicone-coated release PET films, and the lamination was
molded to 25 um of the adhesive layer thickness. Then, the
lamination was irradiated onto the PET films from the both
sides with 500 mJ/cm?, respectively (equivalent to a wave-
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length of 365 mm) using a high-pressure mercury lamp,
thereby causing cross-link to prepare the second adhesive
layer-attached sheet.

The acrylic acid ester copolymer B was obtained by solu-
tion polymerization in a composition ratio of 70% by weight
of 2-ethylhexyl acrylate, 25% by weight of vinyl acetate and
5.0% by weight of acrylic acid, and then removal of the
solvent.

The molecular weight and the molecular weight distribu-
tion of the acrylic acid ester copolymer B measured with GPC
were 5x10° of the weight average molecular weight (MW),
and 9.0 of the weight average molecular weight (MW)/num-
ber average molecular weight (MN).

(Integration of First Adhesive Layer and Second Adhesive
Layer)

In the same manner as in Example 1, an adhesive sheet
having adhesive layers of two kind, three layers (the second/
the first/the second) of 250 pm thickness was obtained.

Example 3

(Preparation of First Adhesive Layer-Attached Sheet)

0.5 Weight part of a photo initiator (trademark: Ezacure
TZT, manufactured by Nihon SiberHegner) and 20 weight
parts of a cross-linking agent (tetrafunctional acrylate (trade-
mark: NK ester ATM-4PL, manufactured by Shin Nakamura
Chemical, Co. Ltd.)) with respect to 100 weight parts of
previously polymerized acrylic acid ester copolymer C were
melt with stirring and uniformly mixed to prepare an adhesive
agent composition.

This adhesive agent composition was applied to the release
surface of a silicone-coated release PET film (trademark:
MRF 50, manufactured by MITSUBISHI POLYESTER
FILM CORPORATION) having a thickness of 50 um with
use of a hot-melt coater and then the silicone-coated release
PET film was overlapped with another silicone-coated release
PET film (trademark: MRF 50, manufactured by MITSUB-
ISHI POLYESTER FILM CORPORATION) so that the
adhesive agent composition was interposed between the two
silicone-coated release PET films, and the lamination was
molded to 200 um of the adhesive layer thickness. Then, the
lamination was irradiated onto the PET films from the both
sides with 1000 mJ/cm?, respectively (equivalent to a wave-
length of 365 mm) using a high-pressure mercury lamp,
thereby causing cross-link to prepare the first adhesive layer-
attached sheet.

The acrylic acid ester copolymer C was obtained by solu-
tion polymerization in a composition ratio of 77% by weight
of 2-ethylhexyl acrylate, 19% by weight of vinyl acetate and
4.0% by weight of acrylic acid, and then removal of the
solvent.

The molecular weight and the molecular weight distribu-
tion of the acrylic acid ester copolymer C measured with GPC
were 4x10° of the weight average molecular weight (MW),
and 8.0 of the weight average molecular weight (MW)/num-
ber average molecular weight (MN).

(Preparation of Second Adhesive Layer-Attached Sheet)

The second adhesive layer-attached sheet used in Example
1 was used as the second adhesive layer-attached sheet in
Example 3.

(Integration of First Adhesive Layer and Second Adhesive
Layer)

In the same manner as in Example 1, an adhesive sheet
having adhesive layers of two kind, three layers (the second/
the first/the second) of 250 pm thickness was obtained.

Comparative Example 1

According to Example 1 of JP-A No. 2002-348150, an
adhesive sheet was prepared by a method described below.
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2.0 Weight parts of 2-isocyanate ethyl methacrylate as an
organic functional group-containing (meth)acrylate mono-
mer, 2.0 weight parts of 1-hydroxy-cyclohexyl-phenyl ketone
as a photo polymerization initiator and 2.0 weight parts of
acetyl acetone zinc salt as a metal compound with respect to
100 weight parts of an acrylic acid ester copolymer were melt
with stirring, and then molded to a sheet shape of 250 pm
thickness between the release films to achieve a monolayer
adhesive sheet that was not irradiated by ultraviolet.

The composition of the acrylic acid ester copolymer used
was by copolymerization of 78.4% by weight of n-butyl acry-
late, 19.6% by weight of 2-ethylhexyl acrylate: and 2.0% by
weight of acrylic acid.

The molecular weight and the molecular weight distribu-
tion of the acrylic acid ester copolymer measured with GPC
were 2.27x10° of the weight average molecular weight
(MW), and 3.6 of the weight average molecular weight
(MW)/number average molecular weight (MN).

Comparative Example 2

According to Example 1 of WO2006/112311, an adhesive
sheet was prepared by the method described below.

As a sheet having an inorganic oxide layer, a sheet with
alumina vapor-deposited on one side of a biaxially oriented
polyester sheet having a thickness of 25 pm (trademark: FINE
BARRIER AT, manufactured by REIKO Co., Ltd.) was used.
As an adhesive agent of the layer formed on one side of the
sheet, the adhesive agent cross-linked with ultraviolet light
described below was used.

Acrylic monomers containing 78.4 weight parts of n-butyl
acrylate, 19.6 weight parts of 2-ethylhexyl acrylate and 2.0
weight parts of acrylic acid were random-copolymerized in
ethyl acetate solvent using a polymerization initiator (extra
pure reagent manufactured by Nacalai Tesque, Inc.), thereby
to prepare a polymer solution. Then, ethyl acetate was desol-
vated from the solution, to achieve an acrylic acid ester poly-
mer in a solid state.

The molecular weight and the molecular weight distribu-
tion of this polymer measured with GPC were 2.27x10° of the
weight average molecular weight (MW), and 3.6 of the
weight average molecular weight (MW)/number average
molecular weight (MN).

0.3 Weight part of a hydrogen-abstracting photoinitiator
and 0.1 weight part of a difunctional monomer (Viscoat 260,
manufactured by Osaka Organic Chemical Industry, [td.)
were added to 100 weight parts of the polymer in the solid
state, and the resulting mixture was melted with stirring. The
resulting mixture was applied to the release surface of a
silicone-coated release PET film (MRF 50, manufactured by
MITSUBISHI POLYESTER FILM CORPORATION) hav-
ing a thickness of 50 um with a hot-melt coater to a thickness
of 200 um. Then, the silicone-coated release PET film with
the mixture applied thereto was laminated on the surface that
was not vapor-deposited with alumina of the sheet having the
inorganic oxide layer to be in intimate contact with the sheet,
and then, the lamination was irradiated from the both sides
with a total energy of 2000 ml/cm?® of ultraviolet light
(equivalent to a wavelength of 365 mm) using a high-pressure
mercury lamp, thereby causing cross-link.
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As the adhesive agent of the layer formed on the other side
of the sheet, the adhesive agent cross-linked by moisture
described below was used.

1.85 weight parts of an isocyanate curing agent (trademark:
L-45, manufactured by Soken Chemical and Engineering,
Co., Ltd.) and 0.5 weight part of an epoxy curing agent
(trademark: E-5XM, manufactured by Soken Chemical and
Engineering, Co., Ltd.) were uniformly mixed with respect to
1000 weight parts of an acrylic adhesive (trademark: SK-
DYNE 1882, manufactured by Soken Chemical and Engi-
neering, Co., Ltd.), thereby to prepare an adhesive agent
solution. This solution was applied to the release surface of a
silicone-coated release PET film (MRF 50, manufactured by
MITSUBISHI POLYESTER FILM CORPORATION) hav-
ing a thickness of 38 um with a hot-melt coater to a thickness
of'25 um. Then, the silicone-coated release PET film with the
solution applied thereto was laminated on the surface vapor-
deposited with alumina of the sheet having the inorganic
oxide layer to be in intimate contact with the sheet, and then,
the lamination was left to stand at room temperature (23° C.)
for seven days, thereby causing sufficient cross-link.

Comparative Example 3

According to Example 1 of JP-A No. 2001-234129, an
adhesive sheet was prepared by a method described below.

(Preparation of First Adhesive Layer-Attached Sheet)

An acrylic acid ester copolymer was cross-linked with a
metal compound, whereby to form a pressure-sensitive adhe-
sive sheet having a thickness of 200 um as the first pressure-
sensitive adhesive layer.

More specifically, 0.5 weight part of acetyl acetone zinc
salt as the metal compound and 0.7 weight part of acetyl
acetone aluminum salt with respect to 100 weight parts of the
acrylic acid ester copolymer were melt with stirring, and then
molded into a sheet shape between release films to a desired
thickness, whereby to achieve the first pressure-sensitive
adhesive layer.

(Preparation of Second Adhesive Layer-Attached Sheet)

Furthermore, 9.0 weight parts of a solution of tolylene
diisocyanate (TDI) adjusted to 25% by weight with ethyl
acetate as a cross-linking agent, with respect to 100 weight
parts of a solution of the uncross-linked acrylic acid ester
copolymer, which was adjusted to 40% by weight of the solid
content with ethyl acetate, was mixed with stirring, and the
resulting mixture was applied on a release film, and the sol-
vent was dried, to achieve the second pressure-sensitive adhe-
sive layer having a thickness of 25 pm.

The first pressure-sensitive adhesive sheet was overlapped
with the second pressure-sensitive adhesive layer to be inter-
posed, to achieve an adhesive sheet having release films on
both sides of the adhesive sheet and having an thickness of
250 pm.

The acrylic acid ester copolymer was obtained by copoly-
merization of 78.4% by weight of n-butyl acrylate, 19.6% by
weight of 2-ethylhexyl acrylate and 2.0% by weight of acrylic
acid. The molecular weight and the molecular weight distri-
bution of the acrylic acid ester copolymer measured with
GPC were 2.27x10° of the weight average molecular weight
(MW), and 3.6 of the weight average molecular weight
(MW)/number average molecular weight (MN).
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TABLE 1
Sheet for  Sheet for
G’ of sheet for G’ of sheet for formation formation
G' of transparent  formation of first formation of Transparent offirst  ofsecond  Cutting
adhesive sheet adhesive layer second adhesive adhesive adhesive  adhesive property of
(Pa) (Pa) layer (Pa) sheet layer layer adhesive Thermal
20°C. 150°C. 20°C. 150°C. 20°C. 150°C.  Tg(°C.) Tg(°C.) Tg°C.) sheet  durability
Examplel 1x10° 3x10* 1x10° 2x10* 1x10° 4x10° -20 -20 -5 o o
Example2 1x10° 1x10* 1x10° 2x10* 5x10° 1x10° -20 -20 -7 o o
Example 3 3x10° 8x10* 3x10° 3x10* 1x10° 4x10° -10 -15 -5 o o
Comparative 4x 10% 2x 102 4x10* 2x10? -30 -30 o X
example 1
Comparative 1x10% 1x10> 1x10* 1x10® 1x10° 4x10° -30 -30 -5 X o
example 2
Comparative 4x 10% 2x 10> 3x10* 2x10% 2x10° 1x10* -30 -30 -25 o X
example 3
(Discussion) a dynamic shear storage modulus G' of the first adhesive

As known from Table 1, it was found that when the adhe-
sive sheet of Examples 1 to 3 was used, the adhesive sheet was
good in the cutting property, and excellent in workability at
the punching machine. Furthermore, it was found that from
the heating test for the samples to which the processed adhe-
sive sheet were adhered, the adhesive sheet had no foaming,
release, overflow and the like, and was excellent in actual use.
In comparison with this, it was found that the adhesive sheet
of Comparative examples 1 to 3 was sticky and did not meet
punching workability, or did not meet thermal durability, or
deteriorated in any of them.

Since an acrylic resin has a degradation temperature
around 200° C., it was normally not considered to prescribe
viscoelastic characteristics at 150° C. of an adhesive agent
having the acrylic resin as a base compound.

The invention claimed is:

1. A laminate, comprising:

a protective panel body;

atransparent adhesive sheet laminated on to a back surface
of the protective panel body; and

a touch panel laminated on to a back surface of the trans-
parent adhesive sheet;

wherein:

the protective panel body has a thickness of greater than 0.8
mm;

the protective panel body comprises glass;

the transparent adhesive sheet comprises:
one or more layers of a first adhesive layer; and
one or more layers of a second adhesive layer;

the first adhesive layer and the second adhesive layer are
arranged so that no outgas barrier layer is provided
between the first adhesive layer and the second adhesive
layer;

the first and second adhesive layers exhibit different vis-
coelastic behaviors;

the first and second adhesive layers are integrally lami-
nated;

either the first adhesive layer or the second adhesive layer
comprises a composition comprising an acrylic acid
ester polymer, a multifunctional (meth)acrylate cross-
linking agent having more than two(meth) acryloyl
groups and a reaction initiator; and

a dynamic shear storage modulus G' of the transparent
adhesive sheet is within the ranges below when mea-
sured with a 1 Hz frequency temperature dispersion:

G'(20° C.) is 2x10* to 5x10° Pa; and

G'(150° C.) is 1x10* to 1x10° Pa.

2. The laminate according to claim 1, wherein:

the second adhesive layer is laminated on to the back sur-
face of the protective panel body; and
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layer is within the ranges below when measured with a 1
Hz frequency temperature dispersion:
G'(20° C.) is 2x10* to 5x10° Pa; and
G'(150° C.) is 1x10* to 1x10° Pa.
3. The laminate according to claim 1, wherein:
dynamic shear storage moduli G' of the first adhesive layer
and the second adhesive layer are within the ranges
below when measured with a 1 Hz frequency tempera-
ture dispersion:
G'(20° C.) of the first adhesive layer is 2x10* to 5x10° Pa;
G'(150° C.) of the first adhesive layer is 1x10* to 1x10° Pa;
G'(20° C.) of the second adhesive layer is 2x10° to 5x10°
Pa; and
G'(150° C.) of the second adhesive layer is 5x10* to 5x10°
Pa.
4. The laminate according to claim 2, wherein:
dynamic shear storage moduli G' of the first adhesive layer
and the second adhesive layer are within the ranges
below when measured with a 1 Hz frequency tempera-
ture dispersion:
G'(20° C.) of the first adhesive layer is 2x10* to 5x10° Pa;
G'(150° C.) of the first adhesive layer is 1x10* to 1x10° Pa;
G'(20° C.) of the second adhesive layer is 2x10° to 5x10°
Pa; and
G'(150° C.) of the second adhesive layer is 5x10* to 5x10°
Pa.
5. The laminate according to claim 1, wherein the protec-
tive panel body has a print unevenness on the back surface.
6. The laminate according to claim 1, wherein at least one
of the one or more layers of the first adhesive layer is in
contact with at least one of the one or more layers of the
second adhesive layer.
7. The laminate according to claim 1, wherein:
the first adhesive layer comprises a composition compris-
ing an acrylic acid ester polymer having a glass transi-
tion temperature of less than —10° C., a multifunctional
(meth)acrylate cross-linking agent having more than
two(meth) acryloyl groups, and a cross-linking initiator;
and
the second adhesive layer comprises a composition com-
prising an acrylic acid ester polymer having a glass
transition temperature of at least —10° C., a multifunc-
tional (meth)acrylate cross-linking agent having more
than two(meth) acryloyl groups, and a cross-linking ini-
tiator.



